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Problem 
When building a fab, large components such as electrical boxes and other heavy equipment are shipped 
in a horizontal position and need to be installed in a vertical position.  The components are removed from 
shipping crates, lowered onto one or more dollies by skilled dock workers and lashed onto the dollies with 
straps. The components are heavy dynamic assemblies that weigh several hundred pounds to over one 
thousand pounds, are difficult to handle and take a lot of time to install.  The lashed dollies allow the 
assembly to be moved to an installation location.  A winch is used to raise one end of the assembly to an 
upright position.  During the righting process, the dolly or lashes may slip relative to the component, which 
may cause injury or damage to the component.    
 
Abstract 
First and second dollies are attached to opposite ends of a component such as an electrical box for a fab 
room.  The assembly is moved on casters of the first and second dollies to an installation location.  One 
side of the component is raised to allow the first dolly to be removed.  As the one side is raised further, 
an arcuate frame member and an arcuate contacting surface of the second dolly provide a smoother 
transition to an upright position and prevent damage to the fab floor. 
Description 
In FIG. 1, an assembly 100 includes a component 104 such as an electrical box or other large, heavy 
component that is positioned on a first dolly 110 arranged below a first end of the component 104.  A 
second dolly 114 is positioned below a second end of the component 104.  The first end of the component 
104 may correspond to a top side of the component 104 and the second end may correspond to the 
bottom side of the component 104. 
Referring now to FIGs. 1 and 2, the first dolly 110 includes a horizontal frame member 120.  In some 
examples, the horizontal frame member 120 includes a rectangular channel.  Casters 124 are attached to 
a bottom surface of the horizontal frame member 120 at oppose ends thereof.  A handle 126 is attached 
to the horizontal frame member 120 and extends in a rearward direction and then in an upward direction 
to allow the assembly 100 to be moved on the casters.   
A vertical frame member 130 extends upwardly from the horizontal frame member 120.  In some 
examples, the vertical frame member 130 has a “C”-shaped cross-section.  The vertical frame member 
130 and/or the horizontal frame member 12 includes elongate bores 132 to allow adjustment. Friction 
locks 134 are arranged at an upper end of the vertical frame member 130 to releasably engage an upper 
edge of the component 104 during repositioning.  While friction locks are shown, other releasable 
attachment devices can be used. 
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Referring now to FIGs. 1 and 3, the second dolly 114 includes a horizontal frame member 140.  A vertical 
frame member 146 is attached to the horizontal frame member 140.  The vertical frame member 146 
includes an arcuate surface 147 that faces downwardly.  In some examples, the arcuate surface 147 
extends about 90 degrees (from about 3 o’clock to 6 o’clock), although higher or lower angles or 
orientations can be used.   
A floor contacting portion 148 has a similar arcuate shape, is attached along the arcuate surface 147 and 
comes into contact with the fab room floor during installation to prevent damage to the fab floor.  In some 
examples, the floor contacting portion 148 is made of a softer material that does not scuff the fab room 
floor.  In some examples, the floor contacting portion 148 is made of Delrin, although other materials can 
be used.  
Casters 144 are attached to a bottom surface of the horizontal frame member 140 at oppose ends of the 
horizontal frame member 140.  The horizontal frame member 140 includes one or more sets of mounting 
holes and fasteners 150 to mount the vertical frame member 146 to the horizontal frame member and/or 
the component. 
Referring now to FIGs. 1, 4 and 5, the component 104 is lowered onto the first dolly 110 and the second 
dolly 114 and attached thereto.  In FIG. 1, the vertical frame members 130 are adjusted to sides of the 
component 104.  The first dolly 110 is attached to the component 104 using the friction locks 134.  The 
assembly 100 is moved on the casters 124 and 144 to the installation location.   
In FIG. 4, the one side of the component 104 is raised for example using a gantry, fork lift or other device 
connected by a rope, chain or in another manner to a lift point 200.  After lifting the one side by a 
predetermined distance (e.g. about 1”), the first dolly 110 can be removed (as shown in FIG. 4).   
In FIG. 5, as the gantry, fork lift or other device continues to raise the one side, the arcuate surface 147 
and the floor contacting material 148 contact the fab room floor to smoothly transition the component 
104 to an upright position.  When the component 104 reaches the upright position, the second dolly 114 
can be removed.  
The component 104 can be easily lifted out of the shipping crate, attached to the first and second dollies 
110 and 114, wheeled to the install location and safely moved to the upright position. The arcuate surfaces 
147 and the floor contacting portions 148 of the second dolly 114 provide a smoother and safer transition 
to the upright position without damaging the fab floor.  The arcuate surface 147 also prevents damage to 
wheels shanks of the casters 124 and 144 while moving the component 104 to the upright position 
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